AIrcraft OEM: Eurocopter 


Aero Design Ltd. 


Work Order Control Sheet 
Work Order#: 2017-180 Date Opened: 03 November 2017 Title: Fabrication 


Aircraft Mode!: AS350/355 
Product Type: Cargo Basket Bodv + Lid 
Product Model: Long 
Quantlty: 5/5 


Work Order Contents 


Build Sheet Contents 


Drawing List 


Initial or N/A 
Component Completion 
As Instructed 
Work Order/Build Sheets (Procédures Provided) 
JC 
Quantity Complété on This Work Order 


Additional Work Sheets (Standard Practice) 
N/A 
Quantity Incomplète on This Work Order 
AJ/4 
Drawings (See List Below) 
JC 
Further Processing Required Before Release 
^tA 


Parts Distribution Sheet 
JC 
Release to Stock as Components 
4///Î- 
Sub Component Tags 


Completed Certification (Original) 
£ 
Certification 
Initial or N/A 
Time Sheet (R&D) 
"N/A 
Form One Completed 
A/a 


Notes 
N/A 
Serviceable (Green) Tag Completed 
a/IA 
In Process (Yellow) Tag Completed 


Unserviceable (Red) Tag Completed 
'^nIA 


Tasks Initialled 
Parts Tracking Tags (White) Completed 
a^IA 
Dual Inspections Initialled 
Parts Placed in Stores for Distribution 


Additional Documentation 


i/ 
Initial or N/A 
Drawing # 
Rev# 
Description 
Initial or N/A 
Documentation of a minor change 
^ 
N/A 


78411 
3 
Body Assembly 
JC 
Non-Conformance Report Required 
N/A 


78412 
2 
Lid Assembly 
JC 
Service Difficulty Report Required 
N/A 


70405 
4 
Lid Walkway Mod 
JC 


84262 
2 
Basket Handie Prov. 
JC 
Billing 


84263 
0 
Lid Handie Provisions 
JC 
Local (Aero Design) 
JC 
Research and Development 
N/A 


Third Party 
N/A 


Traveller 


Work performed by: 
Print: 


ICC / Dual Inspection preformed by: 
Print: 
Work Order closed by: 
Print; X- 
Approved Manufacturing Facility 73-04 
Form 2 


SCA:_j50^ 


SCA:A£>07- 


SCA: 


Date: ^9 


Date: 9-'} 
, 
Date: 
Rev. Original 23 Sep 2014 


Quantity: 


PN: 


Aircraft: 


Description: 


Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 
1 
^ 


76423-07 


Airbus 
Model: AS350 
Cargo Basket Hoop, Long 
Aero Design Ltd. 
N/A 
^ 
< 
2016-47 
PO# N/A 


y' 


Quantity: 


PN: 


Aircraft: 


Description: 


Suppiier; 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


76423-07 
Airbus 
Mode!: AS35(> 
Cargo Basket Hoop, Long 
^ 
Aero Design Ltd". 
/ 
N/A 
2016-47 
PO# N/A 
/ 


r 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 
Nomenclature: 
No. of pier.es: -2? 
Manufacturer: P€CO D£SI6iJ CVP. 


Signature: m 
7 


Form# 


Lie. No. / SCA At)ol 


Rev. 1 24 April 2014 


Part No.: H9 
^Serial/Batch No.: 
TTSN: rJ/A 
- 
TSa fsl/A 
Rem.: fs|/A 
(Q 
Work Order No.: 2.0\T —Z\Q 
RemainingTasks to be Performed: A^oa/£ 
u 


a; 
t/ï 


CTAW 


17.88 


18.25 
17.25 REF 
18.00 


18.75 
05)2 PL*®» 
37.50 


56.250 - CENTRE TO CENTRE ON LUGS 


h6 brrikii il hmaiiAt n «m sa'i'e' ' 
«S'Aida stst mu mu. 
oii 
i «udu'i 
-«t Mi iaCD r« MMTKKMe «maut M «m 
eanot or «m te» i« tr leam: mi hmn m 
i 
B "m <w wtoi m 
MiMàxs rw ix u«. m «u». or im wmwc o» tu » 


DCSCRIPTIOW OF OH/Wg: 


6uMa UtMÀl MACkr. KuMb alTERnaIE IaMT 
TiTLE 6I.6CK UWATO; mSM W 
UWAfffc HEKB&W m 
AflWPT 
SPACtR (07) MOStt; CAP (10^ AéOÉO 


INmÂLS 
l 


OTAN 
1/ 
CVERY INICRSecnON ON RIM 


rmcAL 


801K socs 
ATIER 
TvnCAL. MOCHE HOCr>S 
Evorr MiERSCcncN oh cho hoops 


DETAIL B 


SCALC 1:1 


«EH LOOKNG AT MNCR SURTACE OT 6AXSn 


tnu. \/Z (0.9) MTO OUTSK OT TUK 
NSERT SPACOt (ITQI OS) ANO IKU) M FUMC 
trax 19 (aiM) IHROUGH 
.BOTH DOS 


2 PUOS 


EVERT MTCRSCCSON 
ON END HOCPS 


BASKET BODY ASSEMBLY 


"4 
OTAN 


TYPICAL 


DETAIL A 


SCAU 1:1 


NOTES; 


1. RCUOVC AU BURRS ANO BREAK SHARP EOCCS 
2 PRIOR TO «ELOnC. ORta «30 (0.129) TCNT MUS M ASSEUBlT rOR VENTINC OF «CLO CASE& 
«HEN AssewBLY is cowPLCTE. fia Aa exposcd scnt nous mth rosette «eld. 


3. «EUHNG OF «130 STEEL TO SE COUPUTEO BV CTAW UETHOO TO AUS 26850. 


4130 ANO 1018 STEEL- «CLOtNG ROD 9TAU CONFORU TO ER70S-2 OR COLNVAIXNT 


STAINLCSS ANO 4130 STEEL «ELOmC ROD SHAa CONFORM TO ERSCOL ON EOUIVALCNT. 
/^INSTAg ITEM B (BASKET HANOLE PROVISIONS ASSEUBLY) M ACCOROANCC MTH ACRO OESION LTD. 
ORAWNC 84262 BEFORE «CLOMC HOOPS TO RW. 


5. PMSH: THOROUGHLY CLCAN AND POWOCR COAT BASKET ASSEUBLY. 


2 
10 CAP 
MILO STCa 
AISI 1010/1020 
ao90 SHcn 
A/R 
3/4 - 16f 09 HC9t 
HILD STtè. 
COHMDiaAL 


1 
B4M2-01 OB 
BASKET HANOLE PROVISraNS A SOALY 
2 
49215-01 07 SPACER 
4 
76421-01 06 HOOP 
2 
76423-07 05 
ATTACHMENT HOOP 
A^ 
-- o4 SOUARE TUBE 
4130 STEEL COND. N 
ML-T-6736 
1/2 X 0035 SON TUBE 
A/fl 
— 
à3 SOLUm TUBE 
4130 STEEL COND N 
UIL-T-67S6 
3/4 X 0.035 SCB TUBE 
0? 
N 
76411-01 
01 
BASKET eODY ASSEMBLY 


01 
PART NO. 
ITEM 
DESCRIPTION 
HATERlAL/NOTE 
HATER1AL SPEC 
STOCK SK 


OTY 
UST OF MATERIALS 


e. BURCOiN 


UNLESS OTHCRMSe SPEaFlEO 
OMENSOMS ARE IN INOtES 
TOLERANCES ON; 
OEOHALS 
ANGLES 
*.*XX ±0.010 
±1/2* 
XXX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 


EUROCOPTER AS350 & AS355 SERIES 
OUICK RELEASE CARGO BASKET 
BASKET BODY ASSEMBLY (LONG) 


Al 
78411 


MBUIWHMWglIMIilIMMniHaililWIW 
W 
MMIft « W 
WIBM llItW», IttV ^ 
COPO, 01 OOPUMCO M m 
lUMOl M» USD FOR «NUACIUIM! «INOUr DE Wma OOMOIT OF IBU «ON LIX RF «OCEnK IMS OniHD FOI 
iPBRiig PC «OTmT «ans ro hop fbw ocomi im mniiFiiii nome i«. m msuse of tus or*mr» or ne «formiioi amma dcick 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 38262 
BJC 
03/11/2009 


1 
CHANGE LOCATION OF BUSHINGS 
BJC 
29/09/2011 
2 
UPOA1EO TITLE BLOCK, MOVE UD PROVISIONS TO 84263 
BJC 
14/02/2014 


CARGO BASKET RIM 
(REF) 


nRST HOOP FROM END I 
FIRST HOOP FROM END 


2 PLACES PER HOOP 


0.406 


GTAW 


BOTH SIDES 
GRINO FLUSH AFTER WELDING 
2 PLACES PER HOOP 
2.750 


DRILL 09(g (0.313) THRU 
2 PLACES 


(oi) BASKET HANDLE PROVISIONS ASSEMBLY 


PROVISIONS TO BE INSTALLED IN HOOPS BEFORE ASSEMBLY TO BASKET RIM 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. mDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


4 
84272-01 
02 
BUSHING 
^^ 
84262-01 
01 
BASKET HANDLE PROV. ASSY 


01 
PART NO. 
ITEM 
DESCRIPTION 


QTY 
LIST OF MATERIALS 


JEFF CLARKE 


E. BURGOM 


KS NOV 2009 


UNLESS 0THERW1SE SPECIF1E0 
DIIRENSIONS ARE IN INCHES. 
TOLERANCES ON; 
DECIMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X-X 
±0.1 


AERO DESIGN LTD. 


OesaA MAUSPINA ROAD 
POWEU RIVER. BC. CANADA. YBA 0G3 
TBa 6O4.4B8.88T0 
i 


HEUCOPTER CARGO BASKET 
BASKET HANDLE PROVISIONS ASSEMBLY 


SCALE 1 : 1 


SHEET 1 OF 1 


DWG. SŒ 
A3 
84262 


' CARGO BASKET BODY FABRICATION - COMMON 


General 


These instructions apply to ail cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3-Standard Low Mounted Basket 
94511, Revision 0- 
Extra-Wide Low Mounted Basket 
94611, Revision 0- 
Extra-Wide Low Mounted Ski Basket 
76611, Revision 0- High Mounted Ski Basket 


Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 
77611, Revision 1-Short Basket 
76411, Revision 3 - 
Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94011, Revision 0 - 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0-Short Basket 
80311, Revision 0 - Médium Basket 
81111, Revision 0- Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0- 
Extra Large (ski) Basket 
Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout -955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5-Auxiliary Latch 
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^ 
CARGO BASKET BODY FABRICATION - COMMON 
Complété 


Work Order: 0^^ 
^ 


(initiai or SCA #) 


73-04 
05 


Date Open: 
'%>\1 
PO 
PO 
PsO 
PO 
73-04 
73-04 73-04 
73-04 
1. Rim Assembly-Basket Body 
05 
05 
05 
06 


a. Cut and fit Y*" x 0.035 material to fit rim jig. 


i. 1 or 2 
lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
e. 94611 (206L/407XL ski) only - 
drill for 4 threaded la^hings iPd&re assejhOling rirr]PO 
y ^ 
jM 73-04 
73-04 73-04 
2. Weld Rim Assembly. 
05 
05 
05 


a. Record welding rod PO on attached material list. 
b. 94611 (206L/407XL ski) only - weld 4 threaded bj^ings intg^board ri^h(kibe. 
pO 
, , 
^ 
73-04 
73-04 
73-04 
3. Inspection 
. ^ 
^ 
05 
05 
a. Rim for complété welds 
/y) 
^ ^ PO 
PO 
73-04 
73-04 
73-04 
73-04 
73-04 
4. Frame assembly-body 
05 
05 
05 
05 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 
d. Assemble hoops with attachment lug locating jig and hoop spacing Jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 
2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 
Run 3/8-24 tap into attachment lugs to ensure clear threads. 


Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut Vi" X 0.035 material to fit spine jig. 


f. Cut Vi" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut Vi" x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut Vi" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


j. 
Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDj^ôf rim, e^f^pt R44f^^ 
AO 
pO 
7^04 73-04 73-04 
73-04 
5. TIG weld frame to rim assembly. 
09 
05 
Ofi 
Q5 
05 


a. Ensure lug locating jig and hoop locating jigs are in place. Jigs must remain in place for as long 
as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 


are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


G. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 
d. Record welding rod PO on attached material list. AO 
K) 
K) 
7^4 73-04 
73-04 
73-04 
6. Inspection 
05 
^5 
05 


a. Frame assembly for complété welds. 


7. Mesh assembly. 
f 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 


d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 


1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 


2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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' CARGO BASKET BODY FABRICATION - COMMON 
Complété 
(initial or SCA#) 
f. 
Ensure end struts are welded in basket frame if required by the drawing. 
g. Insert mesh into basket. 


i. 
General 
1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 
2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed priorto welding. 
5. When placing clecos, locate them on the side of the rib furthest away from the 
joint in the mesh. The cleco should grip the strand closest to the top of the 
basket with the jaws pointing towards the top of the basket. 


6. Place one cleco per joint when going around curves. 
7. Before presenting basket to the welder, remove any clamps (C-clamps or cleco) 
on the vertical side of the basket and partially around the curve as they interfère 
with the welder's jig. 
ii. Extra large baskets only - seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 
iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 
iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 
into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 
vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 
vil. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 
rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require 34 to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 
trimming. 
viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 
III. Bend top edge of mesh l/8"-3/16" down at 45 degrees 
iv. Cut for front end cutout if required. 
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' CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSCA#) 


i. 90611 (R44) only: Cut mesh to fit upperforward end. Record material PO on attached materiai 


list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
AO 
AO 
K) 
AO 
^ 
- 


8. Weld mesh to frame assembly per drawing. 
... 
^3-04 73-04 
73-04 
^^-04 
OQ 
05 
05 
06 
.^5 


a. Ensure lug locating jig is in place prior to welding. 


b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 


d. Grind high spots off body mesh welds on ends before welding end mesh. 


e. 90611 (R44) on/y-weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 
AO 
Aô 
fyO 
^0 
AO 
9. Weld basket components 
73-04 73-04 
^'04 
a. TIG weld lid prop bushine(s). one or two per drawing.^ 
I ^ 
05 
05 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: cut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 


d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 


mceanup 
1£ 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


fe—Drill ft9 through lid prop bushing(s). Do burr holo(G). 


d. Remove surface rust with scotch-brite pad. 
n 
^ 
^/^ 
iin 


73-04 
11. Final Inspection 
^ çQ.— 
-0^ 
02 
To be completed by a différent person than the previous steps. 


Page 5 of 6 
30 November 2013 


hO 
AO 
73-04 
05 
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' 
- CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 
Hoops for height. 
Rim for width and length and alignment. 


Lid prop lugs in correct ends, 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 


e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 


Il 


° 
Û2_ 
02. 
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Work Order: 


Date Qpened: 
PqiI 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


78411-01 
Basket Assembly 


Step 1 
Rim Assembly 
, 


.2 
~ 
3/4" Tube - Long Rim (93.25") 
4130 Steel, y/ X 0.035 Sqr. Tube 
.2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, V/ x 0.035 Sqr. Tube 
IV^SS- 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 


.4 
76421-01 
Hoop - standard 
4130 Steel, Yi" x 0.035 Sqr. Tube 


. 2 
76423-01 
Attachment hoop (aft) 
7.0/G-^7 /a 
-7-71? 


. 5 
~ 
1/2" Tube - spine 
4130 Steel, Vz" x 0.035 Sqr. Tube 
/ 


Step 4.g. 
70406 
70406-01 
Option: Front End Cutout 


70406-03 
1/2" Tube 
4130 Steel, Y^' x 0.035 Sqr. Tube 
A7A 


70406-04 
1/2" Tube 
4130 Steel, V/ x 0.035 Sqr. Tube 
k/A 


Step S 
Weld Frame Assembly 


.A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
— 
Mesh (Body - 48" x 92.25") 
3/4-16F Expanded Mild Steel sheet 
l7\0-7 


. 2 
— 
Mesh (End - 22" X 17") 
3/4-16F Expanded Mild Steel sheet 
1-70^1^ //7/D7 


Step 8 
Weld Mesh 


. A/R 
~ 
Welding Rod 
ER70S-6 MIG Wire 
/ ^ 0 
7^ 


Work Order: 


Date Qpened: 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


iof2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 9 
We/d Basket Components 


Step 9.a. 
. 2 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, Yz" Dia. 
'ZOlty-S^ 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 


Step 9.b. 
. 2 
Cap 
1018 Mild Steel, 0.032"Sheet 
Z' .OJ<7 


.A/R 
~ 
Welding Rod 
ER70S-2 TIG Rod 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 
(SOfQ 
Hâ/'f 
ù) 
(1.) 
(x) 


r 


0^017-180 


m 
touië vtëMHi 
atvwik> i6 <mfflMicwiimea m wia wm.mi ai wujr 
i 
ctfo. « 
(wuctv M MT «Mm Ml MO 1* iMWKnMe «MOUT ne WTO oMBit tf /OD tm LS ir Mcne Ml HMMm I 
ta iiiMuw waiw iM. a 
I 
R£V 
KscfnpTiON or chancc 
•mis 
DATE 
WTUL ISSUE 
CHANCeO NANOlf BRACKETS. REMOVC ALTERNATE UO 
BX 
26 MN 10 
2 
TITLE BLOCK UPOATEO: 84262 CHANCED TO 64263: «LDMC ROO UPOATED: 
SX 
16/07/2014 
1 OF iMu;a DORN BRACE TUBES WviMAauR RcrcMitCE BKNSKMS AOOED 
1/4' HOLES FOR DUMPCR5 AOOCD: UE« D AOOEO 


17.36 «F 
17.38 RCF 


7/r 
IHKJUCH GNE Xe OHY 
ICLO SPACat K PLMX 
dm #9 (o i9r) 
AFTEI KLDMC 
B07H ENDS 
DETAIL C 


SCAU I : 1 


VIEW D 


SCM£ t ! 1 
VIEW D 


06 
04) 
5£E KTMl C. 
DETAIL A 
DETAIL A 


@ 
BASKET LID ASSEM8LY 


DETAIL B 
DETAIL B 


DBu. « (a»} eoTTcw 9oe only 
4 PLACES 
APPfiOX. EOUAl SPACMC 
ENSURC OEMANCe FRQU UESH 


3/4-16F 
TVnCAL 
nRST 5 PLACES 
e^CFY SECOND 
OR AS PRAC1KAL 
64263-0 
49276-0 


78412-0 


DETAIL A 
LOOKING AT TOP 


NOTES: 


1. RENOVE ALL BURRS ANO BREAK SHARP EOCCS. 
2 «ELOMG OF 4130 STCa TO 8C COHPIETED BY CTA» UETHOD 10 ANS 26650. 


41X ANO 1018 STEEL: «ElEMNG ROO SHAa COATORW TO CR70S-2 OR EOUVALENT 


STAH4LESS AND 4130 STEEL: «ELOWC ROO SHALL COHFORU TO ER306L OR EQUIVALENT. 
^MSTAa ITEN S (LO HANOLE PROUSIONS ASSEUBLY) IN ACCOROANCE MTH AERO OCSKM LT6. 


ORAIMNC 64363 
>30 (0.126) HOLES IN LONG TUBE MEMBERS AT BRACE LOCATIONS TO VENT «ELO CASSES. 
■ HDt ASSC>«LY IS COUPLETC. F1U AU CXPOSED VENT HOLES MTH ROSETTE «CLO. 


FmiSH; THOROUCHLY CLEAN ANO POROCR COAT UC ASSMLY. 


IXSH 
1 
PLACARD BRACKET 
1 
UO HAMKX PROUSIONS ASSEMBLY 
SPACCR 
t 
SOUARC TUBE 
14130 STEEL CONO N. 
WL-T-6736 
3/4 X a03S SOR TUBE 


1 


BASKET UO ASSEMBLY 
DESCRIPTION 
1 
HATERIAL 
MATERIAL SPEC 
STOCK snE 


UST OF UATIRIALS 


R. RATHRCLL 


C 
BURGCtN 
DETAIL B 
LOOKING AT BOTTOM 


UNLESS OTHERMSE SPCQFIEO 
OWENSIONS ARE M MCHES 


TOLERANCES ON: 
0CCMAL5 
ANGLES 
**** ±0.010 
±1/2" 
±0.03 
±0.1 


AERO DESIGN LTD. 


EUROCOPttR AS350 & AS355 SERIES 
OUICK RELEASE CARGO BASKET 
BASKET UD ASSEMBLY (LONG) 


SHEET 
1 or 1 
Al 
78412 


'K)(7-\Sô 


03 


^0-750 
n—4 
x<03l 
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ÀIB UIÀ m 
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COFO. OR OUPUCAICO M HH *HMlK MR USED for IUKJFACIURK WMW ne MinDI «NSENT OF lERO OOCR m tr MXBTtK MS ORAMO FOR 
RgBPlOI, THF RtOroiT MRtC TD HOU) AFRO OtRCR LU, HMRIIBB FROM nC OSE. OR ICMC Of WS ORAWC OR 1» troMAIION COKTRMB) matOII. 


REV. 
DESCRIPTION OF CHANGE 
INIT1ALS 
DATE 
0 
INITIAL ISSUE - CRCAIED FROM 84262 REV. 1 
BJC 
14/02/2014 


GTAW 


FUSE. BOTH ENDS 


USE JIG TO ENSURE BRACKETS ARE ALIGNED 
@ 
HANDLE BRACKET ASSEMBLY 


02 


0.25 
0.25 


BASKET UD 
02] 
GTAW 


FIRST BRACE TUBE FROM END 
HRST BRACE TUBE FROM END 
@ UD HANDLE PROVISIONS ASSEMBLY 


NOTES; 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. WELDING TO BE COMPLETED BY GTAW METMOD TO AMS2685C USING 


ROD CONFORMING TO ER308L OR EQUIVALENT. 


02 


QTY 


01 


QTY 


36275-02 
36273-01 
84263-02 
84263-01 


PART NO. 


04 
03 
02 


01 


ITEM 


SUPPORT 
UD BRACKET 
HANDLE BRACKET ASSEMBLY 
UD HANDLE PROVISIONS ASSY 


DESCRIPTION 


LIST OF MATERIALS 


APPROVALS 


XFF CLARKE 


JASOFJ REKVE 


DATE 


14 FEB 2014 


UNLESS OTHERWISE SPECIF1ED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
OECIMALS 
ANGLES 
X-XXX ±0.010 
±1/2* 
X.XX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 


OeeSA MAUSPINA ROAO 
POWELL RIVER, BC. CANADA. VBA 0G3 


TBi; 604.4aB.83Te 
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HELICOPTER CARGO BASKET 
UD HANDLE PROVISIONS ASSEMBLY 


SHEET 1 OF 1 
A3 
84263 
0 


6|il 


iPm 


si 


«s 


r 


s» . 


Sis! 
KVb 


S £ iS 


]g 
i!hii 
S 
*" * ' 
y. 
iS a s < I 
PPÏ" 


si» s I g§ 
558 1 »"3 


a J. o a ç 
li^ni 
ii 
g lis 8 ï in 
s 
M 
« 


ïnï.-i; 


>: 
« 
I I 


Il 1 


=3 
i I lï 
if k 
i! ii 
I ?i N 
^ ®S Jè!9 
^ i> SS 
lï§ 


lilp 
i ii; 
SI^Ns 
sl^î^ 
i iï ly 


-lëL 
JâL 


< 


I< 


m 


WVAVAVAVAV A VAVAVAVAV/ 
WAVAVAVAVAV/ 


AAAAAAAI 
A A A A/A 
! 
y y y y v y y 
\V/ V/ V/ V/ V/ V/ V/ w 


W /A\ /A\ /A\ /A\ /A\ /A\ /A\ l/A 


//V/V/V/V/V/V/V/KV/V/V/V/V/V/V 
vv/v/v/v/v/v/w 


AVAVAVAVAVAVAV 
AVAWAWAVAVAVAVAVAVA 


/•s g 


^ 
r= 
(/) 
< O 
m o 


Sfc; 
o 
(/) 


m 
o 
o 
r- 


Mn 2. 
o 
o 
— 
H odd 


(i lÊ- 


ggg 
tsl 
s*3 
?sa 
«ïï 
lis 


i"»* 
""s 


m 
{3f9 — 
+ 
+ 
-:- 


MU 
K I I I I 
|3S|| 


CARGO BASKET LID FABRICATION - COMMON 


% 
General 


These instructions apply to al! cargo basket lid assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3-Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0- 
Extra-Wide Low Mounted Ski Basket 
76612, Revision 0- High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 
77612, Revision 1-Short Basket 
69812, Revision 3 - 
Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision G - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Révision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0-Short Basket 
80312, Revision 0-Médium Basket 
81112, Revision 0 - 
Long Basket 


Bell 429 - 
right or left 
95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75112, Revision 0-Standard Basket 
95512, Revision 0 - 
Extra Large (ski) Basket 


MD600 
82812, Revision 0-Standard Basket 


Options 
70405, Revision 3-Walkway 
70402, Revision 1 - 
Lid Door 
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cargo basket LID fabrication 
Complété 


(initial or SCA if) 
. 
WorkOrder: 


DateOpen: 
aJ^'/ 
K) 
^0 
N) 
73-04 
73-04 73-04 
73-04 73-04 
1. Rim Assembly-Basket Lid 
OFi 
05 
05 
05 


a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 
c. Remove writing on tubes with acetone and scotch boght. 
pO ^ PO 
^ 
73-04 73-04 
73-04 73-04 
2. Weld Rim Assembly 
06 
05 
05 
05 
a. Record welding rod PO on attached material list. 
^ ^ ^ AO 
, , 
./iod 
"-0" 73-04 73-04 
3. Inspection 
, 
^ 
05 
05 
e5 
0^- 
a. Rim for complété welds 
^ 


/. r 
u, , ,1 
73-04 
73-04 73-04 73.04 
7^. 
4. Frame assembly-Lid 
qq, 
06 
05 
œ 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit %" x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps to Jig. 
fO 
^ 
Aô 
73^ 
7^4 73-04 
73-04 
5. Frame assembly — Lid with optional walkwav modification 
7^^^ 06 
05 


a. Fit cross members to rim in accordance with step 4;' 


b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut yi" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 
d. Drill vent holes into cross members at walkway stingers. 


e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringerto jig using a C-clamp in the centre, k/s 
^ 
^ 
M ^ 73-04 73-04 
73-04 
6. Weld frame assembly. 
^ 


a. Record welding rod PO on attached material list. 
b. Jigs must remain in place for as long as practical duringweldia^ 
hO 
aO 
AO 
7^5 
73-04 ^^'9^ 
73-04 73-04 
7. Inspection 
05 
Q5 
05 
05 


a. Frame assembly for complété welds. 
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K, 
cargo BASKET LID FABRICATION 
0^ 
Complété 
C 
C ^^*04 ('nitial or SCAfrj) 
8. Mesh assembiy. 
J ^ 
08 
73-04 
Note: 95912 (Bell 429) does not have mesh. Skip to step 10. 
08 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list, 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 
d. Ensure lid Is prepared for mesh on the correct side. 
AO 
PO 
7^4 73-04 ^3-04 
^3-04 
9. Weld mesh to frame assembiy per drawing. 
gg 
Qfi 
05 


a. General welding requirements for ail lids: 


1. Every intersection on ail edges. 


ii. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. Va," for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 
e. Record welding rod PO on attached material list. 
AO ^ ^ ^ 
73^^ 73-04 73-04 
73-04 
73-04 
10. Weld lid components. 
05 ^ ^ 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: %" 
outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached matedg) list. ^ AO 
-r/ ^ 
73-04 
11. Cleanup 
T/ 
^ 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 


d. Drill #9 through lid prop bushing(s). De-burr hole(s). 


e-.—Drill for lid bumpors using 1/^" (ff3) contre drill. 
t.—3 places for lids undor 76" 


♦L—4 places for lids ovor 76" 
f. 
Remove surface rust with scotch-brite pad. 


12. Final inspection 
^3.04 
To be completed by a différent person than the previous steps. JIjSL 
5 
—SD: JXl 
àL- 
a. Basket lid assembiy for complété welds, and required minimum mesh weld locations. 
b. Material lists complété. 
c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LIO FABRICATION 
Complété 


(initial or SCA #) 


13. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assem^ 
^ 
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Work Order: 


Date Qpened: 0~\ 
O^il 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


T 
78412-01 
Lid Assembly 


Step 1 
Rim Assembly 


.2 
— 
3/4" Tube - Long Rim (93.25") 
4130 Steel, VÂ x 0.035 Sqr. Tube 1701 f 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, y/ x 0.035 Sqr. Tube / 7Z> 


Step 2 
Weld Rim Assembly 


. AIR 
— 
Welding Rod 
ER70S-2 TIG Rod 
} 7D 3^7 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


. 4 
— 
3/4" Tube - Cross Member (21") 
4130 Steel, 'A" X 0.035 Sqr. Tube 
/ y ! 


Step 5 
70405 
Option: Frame Assembly - with walkway 


. 8 
~ 
1/2" Tube - walkway 
4130 Steel, y/ x 0.035 Sqr. Tube 
/ 70^ 
7> 


Step 6 
Weld Frame Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
/ "7^5 


Step 7 
Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 


. 1 
— 
Mesh (lid - 92.5" x 22") 
3/4-16F Expanded Mild Steel sheet ]~7 1 (D™? 


Step 9 
Weld Mesh 


.A/R 
— 
Welding Rod 
ER70S-6 MIG Wire ] 
L 


Work Order; Qan- 
Material Tracking Sheet 


• 


2of2 


Date Ooened; ni A't V 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 10 
Weld Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 
o/ 7-zc?/ 


. .4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. . 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 
/ 7Û é é 


. 2 
49216-01 
Spacer (Lid prop) 
304 Stainless, Vi" Dia. 
"2.^ > 7 
- !o 


.A/R 
~ 
Welding Rod 
ER308LTIGRod 
t 7Û é 


. 1 
36204-10 
Placard Bracket 
1018 Steel. 0.035" Sheet 
Z.at U- \ 
pj 


.A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
/ 
(y O 7 
^ 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coating 


/ikcL 


